Tl S N R R SN SR UL

SR e R
Sanitized Copy Approv

~..
i

ed for Release 201 /0’7 - CIA-RDP80-00809A000600240479-4

CLASSIFIC 0N (;WMM. : _ , %
R " CENTRAL INTELLIGENCE AGENCY REPORT - 50X1-HUME
' INFORMATION FROM

FOREIGN DOCUMENTS OR RADIO BROADCASTS  CD NO.

COUNTRY ©ssR _ '  DATE OF

o INFORMATION 1548

SUBJECT  Economic - Thresd milling o
HOW ' , : DATE DIST.4¥/7ul 1949’
PUBLISHED Monthly periodical g
WHERE : : .
PUBLISHED  Mosc NO. OF PAGES "

N DATE .

- PUBLISHED Mar 1948

. o . SUPPLEMENT TO
LANGUAGE  Russian ) : : REPORT NOC.

THI MATIONAL CEFENSE

M ruis . ) -
SRR R - THIS 1S UNEVALUATED INFORMATION

'} RIBITED BY LAW. .l’”ﬂuc“o or | Vol s 'l(ﬂ'lll. v : N E .
SOURCE  Stenki 1 instrument, Fo 3, 1948 (FDB Par Aba 76T27,)
4 " . . :,‘

TWO ADVANCES IN THREAD MILLIKG

P 1. SECTIONAL THREAD-MILLING CUTTER ’
Enginesrs G. S, Ratushev,
B. F. Sevrci 'yanov
G

" ﬁgnro; 1 -} are appended./

Thread outting on flat milling dies ip usually done by thread-milling
cutters made from high-speed stecl. Iy, addition to the lack of tarezd-grind-
ing machines for cutting clesrance along the cross section of the thread, tuers
1g the dirficulty of producing tke cu-tomary thresd-nilling ontter, The availl-
eble mschines permit a clearance or 0.2-0.3 mm, “hus 1iaiting the cutter's
time of service to the third regrinding.

« The cutting of circular threads &nd grinding of the profile with the ald
of an index head requires s great deal of time, During the grinding of ring-
sheped grooves, the wheel must be corrscted every L-5 thresds, in proportion to
the amount 1ts sbrasion decreases the depth of the groove and increases the in-

ternal radius.

The sectionally conBiructed cutter described in this article simplifies the
technnlogical proc.es considerably and seves men-hours in preraring a fine-pitch
cutter. 1ts utilizetion of high-speed stesl 1s econcmical.

The ssctional cutter {¥Figure 1) consiets of a housing (1), a separstor (2),
a nut (4) with 12 screws and 12 removable te th (3). The removsble teeth are N
pumbered from 1 to 12 and sre set in the slots of the separator according to
number, After this, the nut (4) 1s screwed on the housing, and esch of the teeth
is fastened down by screvws.
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The cutting and gri:~ing of the thread on the working .urface of the testh o
i 18 effected by a device (Figure 2) which 1 distingas.ued from the sectional
. > ‘ cutter by the presence of an additional bearing dlsk (4) and by the fact that
RE the slote under the teeth are disvlaced € mm from the axis of the separator.
In the cutter's sepsrator *his- displacement 1s equal tu 2 v, due to the fact
that during the instellation of the cutter In the housing -the teeth obtaln
the etandsrd back sngle with the necessary clearance, which allows 2-3 times
more regrirding then does the usual cutter. T

Thers sre 12 projections (Figure 2) on the face of the besring &ivi (k).
Eack succeeding projection has an elevation "b," which is less than the eleva-
tion of the preceding one hy 1/12 of the pitch. The difference of the dimsn-
sione by - b, 18 equnl to the pitch of the thread of the given cutter.

The disk for cutting threads with a pitch of 0.5 mm has two groups of ;
projections. Of thess, the cdd ores coeincide in value with thsir correspond-
ing projections on a 4ilsk for cutuing threads with a pitch of 1 mm, while the L
even oues are 0.5 mm less than the projectiona corrsaperiding to them. This 1s . )
dohs to avold uhe difficulties of cutting threade with a pitch of 0.5 mm. A ) '
pitch of 1 mm {e maintained during the cutting of thrseds on blades for dies
with M3:-x 0,5, During the inatallation of the teeth in the housing of the
cutter, a vitch of 0.5 mm is nobtained becawse of the G.5-mm displacement of
the teeth of the sven growp with respect to the blades of the odd groun. In
coéntrest to cutters with other values of pitch, which have 12 projectioms on
each circle (sccording to the number of ‘blndess, the cutter with a 0.5-mm piteh
. ‘ "has six projections, in all; on eacii circle, : '

To cut threade with a back pltech on the blades, the appropriate bearing
d1sk (4) 1s slipped on the housing (1). The teeth ere inserted into the slote '
of the separator dirmctly in the order of thelr wnmhker and fastensd by screwe -
Ny betwsen the merews of the bearing disk and the put (). After this is dome, the
thread-cutting on the testh is csrried out in the customary ordex. The teeth
with the eut thresds are also inserted in the esctional cutter in the order of
their number
The conchrnebion of the ssctlonsl cutter and tho tochnolegy ¢f Ils zanu-
facture have Lsds t%: nperation of clearance unmocesssry, reduced the man-hours
£.2 163 nroduction 8ixfold in comparison with the v. :al cvi er, and have incressed
1to longevity eignt times, I isides incressing the numbe. of 1egrindings possible.

II. GEOMETRY OF GRINDING CHASERS (F THREAD-GENERATING HEADS

Engr A. B. Frenkel' -

One éu‘batmtial defect of chasers is that they frequently pick up the
i workpiece during thread cutting. Tkis leads to chipping and breakdcwn of
the chasers,

The picking up takes place when the chaser is ground lovw with respect to
“he center of the workpiece being cut, or in case of their comparatively high
installation when the cutting edges sre inclined at an insufficlent angle.

An increase in the stablility and useful 1ifa »f +the chagers was achimvad
by the 2I8 aystem of increasing the amgle N up to 7-8 degrees, instead of the
previously accepted 1-1.5 degrees (Figure Y4j. A decrease in wuc cuvtink colle
of the partition piece with respect to the center of the workpiece takes place
vith incresse in the angle ) . Thie leads to an increase in the back angles on
the partition piece. ...s increase in the slevation of the standaraized screws
dres not sllow the chasers to draw in the workpiece and eliminates picking up
of the latier.
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2t : ' Test of a chsser with angle Aequaling 7-8 degrees ves conducted under o - N

produci;ion‘ conditions on thread-cutting machines with cutt’+wg speed 8-11 meters
rer mimte, cooled by sulfofrszol [5_12?. .

. Fine sets were temfed: Thres sets each of 1/2"-13 threads and 1/2%-20
 threade with 40 ¥ (improved) steel &nd thrse sets of 3/4"-16 threads with' k5
{calibrated) wteel. "he results of the sxperiment are shown below

No Bolts Cut at Tuprrvament

Digenaion of Screw Die - A=1930"  2e7° © . in Btability
L : 1/24' < 13-thresds 730 1,670 - 2.3 tines
Ly . 1/2" - £0 thresds 670 1,060 1.6 times
- . o 3/4" < 16 threads 1,517 2,060 1.3 times

Y.t The u\i‘bstaﬁtial increase in stablility is expleined by the resulting
‘decrenss . by at lesst twice, in the ‘dulldng of the chamers alcng the beck

otge. . | B \

: Pichﬂg" ip“of the workplece by the chasers -and their subssquent breakdown
decresssd shairpiy.. The cutting force ‘and the torque alao dscroaged markediy .'
Juring the use:of. chusers with' tho shiftsd point.

B . [Figares follovw./
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